
2.412 [61.26]

.75 [19.05]

1.50 [38.1]

4x R. .09 [2.29]

THD HOLE

1.00 [25.4]

4x Ø.063 [1.60] TO MEET

   DIVISION, SUCH AS:

14.00 [355.6]

11.00 [279.4]

5.50 [139.7]

7.00 [177.8]

.62 [15.8]

1

3

4x .94 [23.9]

   BE PERFORMED JUST PRIOR TO TESTING.

VEECO MS-9, MS-90 OR MS-18

9. ALL MATERIAL IS 304 SST UNLESS OTHERWISE SPECIFIED.

8. MACHINE     FINISH FOR ALL VACUUM SURFACE

7. ALL DIMENSIONS IN [ ] ARE MILLIMETERS AND ARE

6. ALL FLANGES ARE TO BE PERPENDICULAR TO TANK

   IF A 2% DEFLECTION IN THE MOST SENSITIVE RANGE OF THE
   (BAGGING) WITH HELIUM, THE CHAMBER WILL BE REJECTED
   FINAL TEST WILL CONSIST OF SURROUNDING THE CHAMBER

   CALIBRATION OF THE LEAK DETECTOR SENSITIVITY SHALL

   LEAK DETECTOR IS SENSED WITHIN 1 MIN.

ALCATEL ASM-110TCL

   AXIS IN .030 .

VARIAN NCR 925 OR 936

   BEFORE ELECTROPOLISHING.

   FOR REFERENCE ONLY.

DuPONT CEC 24-120B

63

   DEGREASING, WASHING AND DRY NITROGEN BLOW DOWN.
   THROUGH A MULTIPLE STEP CLEANING PROCESS INVOLVING
   TO ELECTROPOLISHING, THE CHAMBER NEEDS TO GO

5. VACUUM CHAMBER SHALL BE LEAK TESTED USING A MASS

4. WELD SHALL BE GAS TUNGSTEN ARC (GTAW) OR TUNGSTEN

   OF 2 x 10   STANDARD CC/SEC PER LEAK METER
   SPECTROMETER WITH MINIMUM SENSITIVITY FOR HELIUM

   BE BETTER THAN 63 MICROINCH RMS AFTER ELECTROPOLISHING.

   INERT GAS (TIG) ON VACUUM SIDE OF JOINTS.

   THE CHAMBER VACUUM SIDE SURFACE ROUGHNESS SHALL

3. ELECTROPOLISHING IS NEEDED BEFORE WELDING. PRIOR

2. WHEN MACHINING VACUUM PARTS, USE OF SILICONE AND

1. THIS IS A ULTRA-HIGH VACUUM CHAMBER (UHV).

   SULPHUR-BASED CUTTING FLUIDS IS PROHIBITED. USE

B) TRIM SOL
A) CIMCOOL 5 STAR 49
   ONE OF THE FOLLOWING:

-10

 NOTE:

9.350 [237.49]

30.63 [778.07]

.62 [15.8]

.50 [12.7]

5

2

 REFERENCE SOURCE

MDC VACUUM PRODUCTS CORP.

(800)-443-8817
HAYWARD, CA. 94545-1651
23842 CABOT BOULEVARD

1

[g,.010,A]

5.50 [139.7].62 [15.8]

.25 [6.3]

1.88 [47.7]

5.50 [139.7]

Ø8.50 [215.9]

Ø6.63 [168.28]

Ø6.23 [158.24]

8.500 [215.9]

3.775 [95.90]

1/4-20 UNC-TAP x .50 [12.7] DP

[g,.01,A]

3.63 [92.2]

5.140 [130.56]

 SECTION A-A

6.88 [174.7]2x 1.06 [26.9]

.88 [22.2]

2x
6.38 [162.0]

3

(.689 [17.50])

12.95 [329.01]

8.56 [217.49]

4.000 [101.60]

2x .50 SQ. [12.7]

[e,.005,B]

2.000 [50.80]

1/8

1-2.5

1-2.5

.56 [14.2]

2X
TIG

1/8
.31 [7.9]

1/8
4X
TIG

.25 [6.3]

 SECTION B-B

4x Ø #7 (.201) x .69 [17.5] DP

(5.140 [130.56])

4.02 [102.1]

2x 1/4-20 UNC-TAP THRU

9.60 [243.8]

[-C-]

2

.25 [6.3]

.50 [12.7]

4

[e,.01,C]

2

2.75 [69.8]

3.000 [76.20]

.75 [19.05]

8.45 [214.67]

3.463 [87.95]

16.63 [422.47]

6.000 [152.40]

25.875 [657.22]

25.63 [651.07]

.75 [19.05] PL

FLANGE 13-1/4" NOM. NONROTATABLE

TUBING 6.00 O.D. x .120 WALL

TUBING 10.75 O.D. x .120 WALL

FLANGE 8" NOM. NONROTATABLE

A1857901

P4105090907-210000-01

P7 BM W/M/S
INTEGRAL SHUTTER

CHAMBER WELDMENT

1:2

1 1 E

.03

.01

.005

.25

125

    SEE B.O.M.

J.GOGOL 5/9/94

J.CHANG 7/11/94

J.GOGOL 5/9/94

J.CHANG 7/11/94

D.SHU 7/11/94

T.M.KUZAY 7/12/94

_ _

2x R.06 [1.5] MIN.

2x R.06 [1.5] MIN.

TIG

TIG

.10

1/8

1.88 [47.7]

1 4
1 3

2

1

1 5

4.00 [101.6]

FLANGE 8" NOM. ROTATABLEMDC #100031

MDC #110036

MDC #110031

.625 [15.87]

SST 304

SST 304

SST 304

SST 304

SST 304

3

2

5

1

2

9.500 [241.30]

[g,.010,A]

#12 GA. .10 [2.5]

2.88 [73.15]

3.25 [82.56]

.12 [3.05]

.10

2

TIG

.50 [12.7]

2x .25 [6.35]

3.50 [88.9]

2x

9.10 [231.2]

1.44 [36.6]

.12 [3.05]

B

1/4

1/4

3.50 [88.9]

1.62 [41.3]
2x

.10

3x TIG

B 5

2x
TIG

1/16

1/16

4 4

6.00 [152.40]
2x Ø.250 [6.35] THRU

2

[e,.01,C]

PILOT HOLE

4x Ø.56 [14.2] THRU

4.750 [120.65]

17.53 [445.19]

TIG
3x

9.25 [234.99]

[-A-]

[f,.003]

TIG
2x

11.00 [279.40]

5.50 [139.70]

E 1=2 2 A1857901

.375 [9.5]

.750 [19.05]

[g,.01,A]

4.824 [122.53]

.12

5.25 [133.35]

2.63 [66.8]

[e,.005,B]

2x
TIG

[e,.01,C]

[-B-]

A

.50 [12.7]

2.75 [69.85]

8.00 [203.2]

.50 [12.7]
2x

A

2.75 [69.85]

.50 [12.7]

27.38 [695.4]

1 .31 WAS .25; .56 WAS .62; J.G.

J.G.5.140 WAS 5.202;1

Plotted: APR 24,1995 10:06 AM


